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PROBLEM TO BE SOLVED: To prevent the 
deterioration of the appearance and the quality at the 
resin jointing part. 

SOLUTION: An air bag door 20 is formed by injecting a 
soft resin to a cavity 34 between the upper mold 30 to 
be the designing side of an instrument panel, and the 
lower mold 32. In this case, at the front end 40A of a 
slide core 40, the position at the air bag door 20 side is 
made in a step form. As a result, since the hardening 
layer formation of the resin surface at the air bag door 
20 side is promoted, the resin at a main body 22 side 
injected later is made to hardly get into the resin at the 
air bag door 20 side injected fromerly, at a resin jointing 
part 26. 
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* NOTICES * 

Japan Patent Office is not responsible for any 
damages caused by the use of this translation. 

1. This document has been translated by computer.So the translation may not reflect the original 
precisely. 

. 2. **** shows the word which can not be translated. 
3.1n the drawings, any words are not translated. 



CLAIMS 
[Claim(s)] 

[Claim 1] The instrument panel which has in one the air bag door section characterized by the 
resin joint of the aforementioned air bag door section and this aforementioned soma serving as a 
configuration with the stage in the instrument panel which has in one the air bag door section 
which consists of the elasticity resin air bag door section really fabricated with 2 color injection 
molding, and a rigid resin book soma. 

[Claim 2] The instrument panel which has in one the air bag door section characterized by the 
resin joint of the aforementioned air bag door section and this aforementioned soma having 
become toothing-like in the instrument panel which has in one the air bag door section which 
consists of the elasticity resin air bag door section really fabricated with 2 color injection 
molding, and a rigid resin book soma. 

[Claim 3] The instrument panel which has in one the air bag door section characterized by the 
resin joint of the aforementioned air bag door section and this aforementioned soma serving as 
an inclined plane configuration in the instrument panel which has in one the air bag door section 
which consists of the elasticity resin air bag door section really fabricated with 2 color injection 
molding, and a rigid resin book soma. 

[Claim 4] The instrument panel which has in one the air bag door section according to claim 1 to 
3 characterized by forming in the circumference of the air bag door section close to the 
aforementioned resin joint the rib which projects in a rearH^ace side. 

[Claim 5] The forming method of the instrument panel which has in one the air bag door section 
which is characterized by providing the following, and which really fabricates the air bag door 
section and this soma with injection molding. The air bag door section forming cycle to which a 
nose of cam divides a cavity by the slide core made into the shape of a configuration with the 
stage, and toothing, or the slant-face configuration, and carries out injection molding of the resin 
of the air bag door section in this state. This soma forming cycle which the aforementioned slide 
core is retreated and carries out injection molding of the resin of this soma in this state after 
the aforementioned air bag door section forming cycle. 

[Claim 6] The forming method of the instrument panel which has in one the air bag door section 
which is characterized by providing the following, and which really fabricates the air bag door 
section and this soma with injection molding. The air bag door section forming cycle to which a 
nose of cam divides a cavity by the slide core made into the configuration with the stage, and 
carries out injection molding of the resin of the air bag door section in this state. This soma 
forming cycle to which the joggle of the aforementioned air bag door section and the joggle of 
the aforementioned slide core retreat the aforementioned slide core, and carry out injection 
molding of the resin of this soma to the position used as small path clearance in this state after 
the aforementioned air bag door section forming cycle. 



[Translation done.] 
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* NOTICES * 

Japan Patent Office is not responsible for any 
damages caused by the use of this translation. 

LThis document has been translated by connputer. So the translation may not reflect the original 
precisely. 

2.**** shows the word which can not be translated, 
3.1n the drawings, any words are not translated, 

DETAILED DESCRIPTION 

[Detailed Description of the Invention] 
[0001] 

[The technical field to which invention belongs] this invention relates to the instrument panel 
which has in one the air bag door section which made one the door section of the air bag 
equipment for passenger seats at the instrument panel, and its forming method. 
[0002] 

[Description of the Prior Art] The instrument panel which has the air bag door section in one is 
known from the former, and the example is shown in JP,8-192666,A. 

[0003] After injection molding this soma of the instrument panel which has opening for air bag 
doors by thermoplastics, the air bag door section and this soma of an instrument panel are really 
fabricated by the forming method of the instrument panel which has this air bag door section in 
one by the so-called 2 color fabrication (double injection fabrication) which carries out injection 
molding of the air bag door section by thermoplastic elastomer. 
[0004] 

[Problem(s) to be Solved by the Invention] However, the poor appearance by diving of the resin 
to the resin which injected such the air bag door section previously by the forming method of the 
instrument panel which it has in one in the resin joint of this soma of an instrument panel and 
the air bag door section which carried out back shell injection, the deformation of the resin 
injected previously by the pressure of the resin injected later, etc. occurs. 
[0005] It is the purpose that this invention acquires the instrument panel which has in one the 
air bag door section which can prevent deterioration of the appearance quality in a resin joint, 
and its forming method in consideration of the above-mentioned fact 
[0006] 

[Means for Solving the Problem] this invention according to claim 1 is characterized by the resin 
joint of the aforementioned air bag door section and this aforementioned soma serving as a 
configuration with the stage in the instrument panel which has in one the air bag door section 
which consists of the elasticity resin air bag door section really fabricated with 2 color injection 
molding, and a rigid resin book soma. 

[0007] Therefore, the touch area of the resin and mold which were injected previously increases 
with the configuration with the stage formed in the mold at the time of fabrication. Consequently, 
since the hardening stratification on the front face of a resin is promoted, in a resin joint, the 
resin injected behind stops being able to be hidden easily in the resin injected previously, and 
can prevent deterioration of appearance quality. Moreover, since the plane-of-composition 
product of the air bag door section and this soma increases, a bonding strength improves. 
[0008] this invention according to claim 2 is characterized by the resin joint of the 
aforementioned air bag door section and this aforementioned soma having become toothing-like 
in the instrument panel which has in one the air bag door section which consists of the elasticity 
resin air bag door section really fabricated with 2 color injection molding, and a rigid resin book 
soma. 

[0009] Therefore, the touch area of the resin and mold which were injected previously increases 
according to the shape of toothing formed in the mold at the time of fabrication. Consequently, 
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since the hardening stratification on the front face of a resin is promoted, in a resin joint, the 
resin injected behind stops being able to be hidden easily in the resin injected previously, and 
can prevent deterioration of appearance quality. Moreover, since the plane-ol^composition 
product of the air bag door section and this soma increases, a bonding strength improves. 
[0010] this invention according to claim 3 is characterized by the resin joint of the 
aforementioned air bag door section and this aforementioned soma serving as an inclined plane 
configuration in the instrument panel which has in one the air bag door section which consists of 
the elasticity resin air bag door section really fabricated with 2 color injection molding, and a rigid 
resin book soma. 

[0011] Therefore, the touch area of the resin and mold which were injected previously increases 
with the inclined plane configuration formed in the mold at the time of fabrication. Consequently, 
since the hardening stratification on the front face of a resin is promoted, in a resin joint, the 
resin injected behind stops being able to be hidden easily in the resin injected previously, and 
can prevent deterioration of appearance quality. Moreover, since the plane-of-composition 
product of the air bag door section and this soma increases, a bonding strength improves. 
Moreover, with the resin behind injected since a resin joint was an inclined plane configuration, 
since a part of ****** which acts on the resin injected previously is distributed also in the 
direction of board thickness of a resin, the internal stress of the resin injected previously 
decreases and the distortion after fabrication can be prevented. 

[0012] this invention according to claim 4 is characterized by forming in the circumference of 
the air bag door section close to the aforementioned resin joint the rib which projects in a rear- 
face side in the instrument panel which has the air bag door section according to claim 1 to 3 in 
one. 

[0013] Therefore, ****** which acts on the resin injected previously with the resin behind 
injected at the time of fabrication is caught with the rib formed in the air bag door section. 
Consequently, the internal stress of the resin injected previously decreases and the distortion 
after fabrication can be prevented. 

[0014] In the forming method of the instrument panel which has in one the air bag door section 
in which this invention according to claim 5 really fabricates the air bag door section and this 
soma with injection molding The air bag door section forming cycle to which a nose of cam 
divides a cavity by the slide core made into the shape of a configuration with the stage, and 
toothing, or the slant-face configuration, and carries out injection molding of the resin of the air 
bag door section in this state, It is characterized by including this soma forming cycle which the 
aforementioned slide core is retreated and carries out injection molding of the resin of this soma 
in this state after the aforementioned air bag door section forming cycle. 
[0015] Therefore, the touch area of the resin and slide core which were injected previously 
increases by the nose of cam of the slide core made into the shape of a configuration with the 
stage, and toothing, or the slantH^ace configuration at the time of fabrication. Consequently, 
since the hardening stratification on the front face of a resin is promoted, in a resin joint the 
resin injected behind stops being able to be hidden easily in the resin injected previously, and 
can prevent deterioration of appearance quality by the easy forming method. Moreover, since the 
plane-of-composition product of the air bag door section and this soma increases, a bonding 
strength improves by the easy forming method. 

[0016] In the forming method of the instrument panel which has in one the air bag door section 
in which this invention according to claim 6 really fabricates the air bag door section and this 
soma with injection molding The air bag door section forming cycle to which a nose of cam 
divides a cavity by the slide core made into the configuration with the stage, and carries out 
injection molding of the resin of the air bag door section in this state. It is characterized by 
including this soma forming cycle which the aforementioned slide core is retreated and carries 
out injection molding of the resin of this soma to the position where the joggle of the 
aforementioned air bag door section and the joggle of the aforementioned slide core serve as 
small path clearance in this state after the aforementioned air bag door section forming cycle. 
[0017] Therefore, in this soma forming cycle, in order to retreat a slide core in the position 
where the joggle of the air bag door section and the joggle of a slide core serve as small path 
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clearance and to carry out injection molding of the resin of this soma to it in this state, the resin 
injected behind passes the small path clearance section in it, and arrives at it in the expanded 
cavity after that at a resin joint. Consequently, with the resin injected behind, since ****** 
which acts on the resin injected previously falls, the internal stress of the resin injected 
previously decreases and the distortion after fabrication can be prevented. 
[0018] 

[Embodiments of the Invention] The 1st operation gestalt of the instrument panel which has the 
air bag door section of this invention in one is explained according to drawing 1 - drawing 7 . 
[0019] As shown in drawing 4 , air bag equipment 12 (a part is illustrated to drawing 3 ) is 
•arranged in the inner direction of a passenger side (space left-hand side of drawing 4 ) by the 
instrument panel 10 prepared in the vehicle interior of a room of vehicles. 

[0020] As shown in drawing 3 , the air bag case 14 of air bag equipment 12 is being fixed to the 
instrument-panel reinforcement which omitted illustration, and the air bag bag body 18 is 
contained in the inflator 16 and the state where it folded up, in the air bag case 14. 
[0021] Moreover, the part which carries out abbreviation opposite with the air bag case 14 of an 
instrument panel 10 serves as the air bag door section 20, and this air bag door section 20 
consists of TPO (thermoplastic olefin) as an elasticity resin, and TPE (thermoplastic elastomer, 
for example, the bending elastic modulus 100 - SOOMPa, 50 - 300% of -35-degreeC ductility). On 
the other hand, these somata 22 other than air bag door section 20 of an instrument panel 10 It 
is what Broglie-ized TSOP as rigid resin, i.e., an elastomer (rubber) and PP (polypropylene), 
(technology which builds the macromolecule multicomponent system material which can expect 
the synergistic effect), added talc further, and carried out compound strengthening. It has shock 
resistance and rigidity and the fluidity consists of a low-specific-gravity PP resin which fitted 
the light-gage product well, for example, bending elastic-modulus 1500-2500MPa, a PP resin, a 
PC/ABS system resin, PC / denaturation PS system resin, etc. 

[0022] If the mechanical or electric acceleration sensor which is not illustrated detects a sudden 
slowdown of vehicles, the inflator 16 within the air bag case 14 operates, and air bag equipment 
12 will turn to the air bag door section 20 of an instrument panel 10 the air bag bag body 18 
which is folded up and held in the air bag case 14, and will be expanded. The air bag bag body 18 
presses the air bag door section 20 of an instrument panel 10, makes the air bag door section 20 
cleave, and is developed to the vehicle interior of a room. In addition, since well-known general 
composition is conventionally applicable as air bag equipment 12, with the gestalt of this 
operation, detailed explanation of air bag equipment 12 is omitted. 

[0023] From the periphery section of the air bag door section 20, standing wall section 20A 
surrounding the opening periphery of the air bag case 14 is set up. Moreover, by surrounding the 
opening periphery of the air bag case 14 by standing wall section 20A, when the air bag bag body 
18 expands, it has prevented developing along the tooth back of this soma 22. 
[0024] The thin-walled part 24 (Tea section) is formed in the cross-direction abbreviation center 
section and longitudinal-direction both ends of the air bag door section 20 by plane view at H 
configuration, and the hinge region 25 used as thin meat is formed in the cross-direction both 
ends of the air bag door section 20. Therefore, if the air bag door section 20 is pressed by the 
expanding air bag bag body 18 at the time of air bag expansion, it cleaves along with a thin- 
walled part 24, and the air bag door section 20 which clove will rotate, and opening which enables 
expansion of the air bag bag body 18 to the vehicle interior of a room will be formed. 
[0025] Moreover, the resin joint 26 with this soma 22 is formed in the periphery section of the 
air bag door section 20, and the cross-section configuration of this resin joint 26 is a stairway 
configuration as a configuration with the stage. 

[0026] Next, the forming method of the instrument panel of the 1st operation gestalt of this 
invention is explained in detail. 

[0027] First, as shown in drawing 1 . an elasticity resin is injected from the predetermined gate 
(illustration ellipsis) to the cavity 34 of the punch 30 as a mold which becomes the design side of 
an instrument panel, and this punch 30 and female mold 32, and the air bag door section 20 is 
fabricated to it (air bag door section forming cycle). Under the present circumstances, in nose- 
of-cam 40A of a slide core 40, since the part by the side of the air bag door section 20 serves 
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as a stairway configuration, the touch area of the resin and slide core 40 which were injected by 
the cavity 34 increases. Consequently, the hardening stratification on the front face of a resin is 
promoted. 

[0028] In addition, as shown in drawing 5 , nose-of-cam 40A of a slide core 40 is made into the 
shape of a box which has the sealing surface of the shape of an abbreviation rectangle 
corresponding to the periphery marginal part of the air bag door section. 
[0029] Furthermore, as shown in drawing 6 , the slide core 40 is arranged in female mold 32 
possible [ movement in the direction (the direction of arrow A and the direction of arrow B of 
drawing 6 ) which attaches and detaches to a punch 30 ], and pars-basilaris-ossis-occipitalis 
' 40B of a slide core 40 is being fixed to upper surface 44A of a slide plate 44. The slide plate 44 
is being fixed to the stopper cylinder 48 through the cylinder tie-down plate 46, and a slide core 
40 moves in the direction of arrow A or the direction of arrow B of drawing 6 by driving the 
stopper cylinder 48. 

[0030] In this following soma forming cycle, as shown in drawing 2 , it moves in the direction (the 
direction of arrow B of drawing 2 ) which estranges a slide core 40 from the position (position of 
the two-dot chain line of drawing 2 ) which contacted the punch 30 in the position (position of 
the solid line of drawing 2 ) specified-quantity L Lowered, and rigid resin is injected to a cavity 
34 in this state, and injection molding of this soma 22 is carried out. 

[0031] Under the present circumstances, since the hardening stratification on the front face of a 
resin by the side of the air bag door section 20 is promoted, in the resin joint 26, the resin by the 
side of this soma 22 injected behind stops being able to be hidden easily in the resin of the air 
bag door section 20 injected previously, and can prevent deterioration of appearance quality. 
Moreover, the resin joint 26 is a stairway configuration, and since the plane-of-composition 
product of the bag door section 20 and this soma 22 increases, the bonding strength of the resin 
joint 26 improves. 

[0032] Moreover, the desired instrument panel 10 can be easily fabricated by the forming method 
of the instrument panel of the 1st operation gestalt of this invention by making the part by the 
side of the air bag door section 20 of nose-of-cam 40A of a slide core 40 into a stairway 
configuration. 

[0033] In addition, as shown in drawing 7 , the inside of a slide core 40 injects the resin of the air 
bag door section 20 from a nozzle 56 through the tunnel gate 54 inserted in opening 40C which 
processed by undershirt ****** 52 and was formed in the slide core 40. Under the present 
circumstances, the part 58 which connects a tunnel gate 54 with the air bag door section 20 is 
cut and removed by post processing. 

[0034] Next, the 2nd operation form of this invention is explained according to drawing 8 and 
drawing 9 . In addition, the same sign is attached about the same member as the 1st operation 
form, and the explanation is omitted. 

[0035] As shown in drawing 8 , in the instrument panel which has the air bag door section of the 
2nd operation form of this invention in one, the cross-section configuration of the part by the 
side of the air bag door section 20 in the resin joint 26 is the shape of a wave as the shape of 
toothing. 

[0036] Therefore, with a **** 2 operation form, in an air bag door section forming cycle, the 
cross-section configuration of the part by the side of the air bag door section 20 in nose-of- 
cam 40A of a slide core 40 has become wave-like, and the touch area of the resin of the air bag 
door section 20 and slide core 40 which were injected by the cavity 34 increases. Consequently, 
the hardening layer formation on the front face of a resin is promoted. 

[0037] In this following soma forming cycle, as shown in drawing 9 , it moves in the direction (the 
direction of arrow B of drawing 9 ) which estranges a slide core 40 from the position (position of 
the two-dot chain line of drawing 9 ) which contacted the punch 30 in the position (position of 
the solid line of drawing 9 ) specified-quantity L Lowered, and rigid resin is injected to a cavity 
34 in this state, and injection molding of this soma 22 is carried out. 

[0038] Under the present circumstances, since the hardening layer formation on the front face 
of a resin by the side of the air bag door section 20 is promoted, in the resin joint 26, the resin 
by the side of this soma 22 injected behind stops being able to be hidden easily in the resin of 
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the air bag door section 20 injected previously, and can prevent deterioration of appearance 
quality. Moreover, the resin joint 26 has become wave-like, and since the plane-of-composition 
product of the bag door section 20 and this soma 22 increases, the bonding strength of the resin 
joint 26 improves. 

[0039] Moreover, the desired instrument panel 10 can be easily fabricated by the forming method 
of the instrument panel of the 2nd operation form of this invention by making nose-of-cam 40A 
of a slide core 40 into the shape of a wave. 

[0040] In addition, the shape of toothing may not be limited in the shape of a wave, but other 
configurations, such as the shape of a pulse form and serrate, are sufficient as it. 
' [0041] Next, the 3rd operation form of this invention is explained according to drawing 10 and 
drawing 1 1 . In addition, the same sign is attached about the same member as the 1st operation 
form, and the explanation is omitted. 

[0042] As shown in drawing 10 . in the instrument panel which has the air bag door section of 
the 3rd operation form of this invention in one, the cross-section configuration of the part by 
the side of the air bag door section 20 in the resin joint 26 is an inclined plane configuration. 
[0043] Therefore, with a **** 3 operation form, in an air bag door section forming cycle, since 
the cross-section configuration of the part by the side of the air bag door section 20 in nose- 
of-cam 40A of a slide core 40 is an inclined plane configuration, the touch area of the resin of 
the air bag door section 20 and slide core 40 which were injected by the cavity 34 increases. 
Consequently, the hardening layer formation on the front face of a resin is promoted. 
[0044] In this following soma forming cycle, as shown in drawing 1 1 , it moves in the direction 
(the direction of arrow B of drawing 1 1 ) which estranges a slide core 40 from the position 
(position of the two-dot chain line of drawing 1 1 ) which contacted the punch 30 in the position 
(position of the solid line of drawing 1 1 ) specified-quantity L Lowered, and rigid resin is injected 
to a cavity 34 in this state, and injection molding of this soma 22 is carried out. 
[0045] Under the present circumstances, since the hardening stratification on the front face of a 
resin by the side of the air bag door section 20 is promoted, in the resin joint 26, the resin by the 
side of this soma 22 injected behind stops being able to be hidden easily in the resin of the air 
bag door section 20 injected previously, and can prevent deterioration of appearance quality. 
Moreover, since the plane-of-composition product of the air bag door section 20 and this soma 
22 increases, a bonding strength improves. 

[0046] Since the resin joint 26 is an inclined plane configuration, with moreover, the resin (resin 
of this soma 22) injected behind A part of ****** (the arrow F of drawing 1 1 ) which acts on the 
resin (resin of the bag door section 20) injected previously The force (arrow F1 of drawing 1 1 ) 
of the direction of board thickness of the resin of the bag door section 20 also distributes, and it 
is the force (since the arrow F2 of drawing 1 1 is reduced, the internal stress of the resin of the 
bag door section 20 injected previously decreases, and the distortion after fabrication can be 
prevented.) of the direction of a field of the resin of the bag door section 20. 
[0047] Next, the 4th operation gestalt of this invention is explained according to drawing 12 and 
drawing 13 . In addition, the same sign is attached about the same member as the 3rd operation 
gestalt, and the explanation is omitted. 

[0048] As shown in drawing 1 2 , in the instrument panel which has the air bag door section of 
the 4th operation gestalt of this invention in one, the rib 42 which projects in a rear-face side is 
formed in the circumference of the air bag door section 20 close to the resin joint 26, 
[0049] Therefore, ****** which acts on the resin of the air bag door section 20 injected 
previously with the resin of this soma 22 behind injected at the time of fabrication is caught with 
the rib 42 formed in the air bag door section 20. Consequently, the internal stress of the air bag 
door section 20 injected previously decreases, and the distortion after fabrication can be 
prevented. 

[0050] Next, the 5th operation gestalt of this invention is explained according to drawing 14 and 
drawing 15 . In addition, the same sign is attached about the same member as the 1st operation 
gestalt, and the explanation is omitted. 

[0051] As shown in drawing 14 , in the instrument panel which has the air bag door section of 
the 5th operation gestalt of this invention in one, the cross-section configuration of the part by 
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the side of the air bag door section 20 in the resin joint 26 is a configuration with the stage. 
[0052] Therefore, first, as shown in drawing 14 , an elasticity resin is injected from the 
predetermined gate (illustration ellipsis) to the cavity 34 of the punch 30 as a mold which 
becomes the design side of an instrument panel, and this punch 30 and female mold 32, and the 
air bag door section 20 is fabricated with a **** 5 operation gestalt to it (air bag door section 
forming cycle). Under the present circumstances, in nose-of-cam 40A of a slide core 40, since 
the part by the side of the air bag door section 20 serves as a configuration with the stage, the 
touch area of the resin and slide core 40 which were injected by the cavity 34 increases. 
Consequently, the hardening stratification on the front face of a resin is promoted. 
' [0053] In this following soma forming cycle, as shown in drawing 15 , it moves in the direction 
(the direction of arrow B of drawing 15 ) which estranges a slide core 40 from the position 
(position of the two-dot chain line of drawing 1 5 ) which contacted the punch 30 in the position 
(position of the solid line of drawing 1 5 ) specified-quantity L Lowered, and rigid resin is injected 
to a cavity 34 in this state, and injection molding of this soma 22 is carried out. 
[0054] Under the present circumstances, in a **** 5 operation gestalt, joggle 20B of the air bag 
door section 20 and joggle 40D of a slide core 40 retreat a slide core 40 in the position used as 
the small path clearance S, and carry out injection molding of this soma 22 to it in this state. For 
this reason, the resin injected behind passes the small path clearance section, and reaches part 
26A in the inner part of the resin joint 26 in the expanded cavity after that. Consequently, with 
the resin of this soma 22 injected behind, since ****** which acts on the resin of the air bag 
door section 20 injected previously falls, the internal stress of the resin of this soma 22 injected 
previously decreases, and distortion of the resin of this soma 22 after fabrication can be 
prevented. 

[0055] Although this invention was explained above in detail about the specific operation gestalt, 
this invention is not limited to this operation gestalt, and it is clear for this contractor its for 
other various operation gestalten to be possible within the limits of this invention. 
[0056] 

[Effect of the Invention] In the instrument panel which has in one the air bag door section which 
consists of the elasticity resin air bag door section really fabricated with 2 color injection 
molding, and a rigid resin book soma, since the resin joint of the air bag door section and this 
soma serves as a configuration with the stage, this invention according to claim 1 has the 
outstanding effect that deterioration of the appearance quality in a resin joint can be prevented. 
Moreover, it has the outstanding effect that a bonding strength improves. 

[0057] In the instrument panel which has in one the air bag door section which consists of the 
elasticity resin air bag door section really fabricated with 2 color injection molding, and a rigid 
resin book soma, since the resin joint of the air bag door section and this soma has become 
toothing-like, this invention according to claim 2 has the outstanding effect that deterioration of 
the appearance quality in a resin joint can be prevented. Moreover, it has the outstanding effect 
that a bonding strength improves. 

[0058] In the instrument panel which has in one the air bag door section which consists of the 
elasticity resin air bag door section really fabricated with 2 color injection molding, and a rigid 
resin book soma, since the resin joint of the air bag door section and this soma serves as an 
inclined plane configuration, this invention according to claim 3 has the outstanding effect that 
deterioration of the appearance quality in a resin joint can be prevented. Moreover, it has the 
outstanding effect that a bonding strength improves. Furthermore, it has the outstanding effect 
that the distortion after fabrication can be prevented. 

[0059] In the instrument panel which has the air bag door section according to claim 1 to 3 in 
one, around the air bag door section close to the resin joint, since the rib which projects in a 
rear-face side is formed, in addition to an effect according to claim 1 to 3, this invention 
according to claim 4 has the outstanding effect that the distortion after fabrication can be 
prevented. 

[0060] In the forming method of the instrument panel which has in one the air bag door section 
in which this invention according to claim 5 really fabricates the air bag door section and this 
soma with injection molding The air bag door section forming cycle to which a nose of cam 



http://www4,ipdl.jpo.gojp/cgi-bin/tran_web_cgi„eije 



2002/11/01 



7/7 ^—-J 



divides a cavity by the slide core made into the shape of a configuration with the stage, and 
toothing, or the slant-face configuration, and carries out injection molding of the resin of the air 
bag door section in this state, A slide core is retreated after an air bag door section forming 
cycle, and since this soma forming cycle which carries out injection molding of the resin of this 
soma in this state is included, it has the outstanding effect that deterioration of the appearance 
quality in a resin joint can be prevented by the easy method. It has the outstanding effect that a 
bonding strength can be improved by the easy forming method. 

[0061] In the forming method of the instrument panel which has in one the air bag door section 
in which this invention according to claim 6 really fabricates the air bag door section and this 
' soma with injection molding The air bag door section forming cycle to which a nose of cam 
divides a cavity by the slide core made into the configuration with the stage, and carries out 
injection molding of the resin of the air bag door section in this state. Since this soma forming 
cycle to which the joggle of the air bag door section and the joggle of a slide core retreat a slide 
core, and carry out injection molding of the resin of this soma to the position used as small path 
clearance in this state after an air bag door section forming cycle is included. It has the 
outstanding effect that deterioration of the appearance quality in a resin joint can be prevented 
by the easy method. Moreover, it has the outstanding effect that the distortion after fabrication 
can be prevented. 
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* NOTICES * 

Japan Patent Office is not responsible for any 
damages caused by the use of this translation. 

1. This document has been translated by computer. So the translation may not reflect the original 
precisely. 

2. **** shows the word which can not be translated. 

3. [n the drawings, any words are not translated. 



DESCRIPTION OF DRAWINGS 
[Brief Description of the Drawings] 

[Drawing 1] It is the outline cross section showing the air bag door section forming cycle in the 
forming method of the instrument panel which has the air bag door section concerning the 1st 
operation gestalt of this invention in one. 

[Drawing 2] It is the outline cross section showing this soma forming cycle in the forming method 
of the instrument panel which has the air bag door section concerning the 1st operation gestalt 
of this invention in one. 

[Drawing 3] It is the expanded sectional view which met three to 3 line of drawing 4 . 
[Drawing 4] It is the perspective diagram showing the instrument panel which has the air bag 
door section concerning the 1st operation gestalt of this invention in one. 
[Drawing 5] It is the perspective diagram showing the slide core in the forming method of the 
instrument panel which has the air bag door section concerning the 1st operation gestalt of this 
invention in one, 

[Drawing 6] It is the outline sectional side elevation showing the mechanical component of the 
slide core in the forming method of the instrument panel which has the air bag door section 
concerning the 1st operation gestalt of this invention in one. and a slide core. 
[Drawing 7] It is the outline cross section showing resin supply of the air bag door section 
forming cycle in the forming method of the instrument panel which has the air bag door section 
concerning the 1st operation gestalt of this invention in one. 

[Drawing 8] It is the outline cross section showing the air bag door section forming cycle in the 
forming method of the instrument panel which has the air bag door section concerning the 2nd 
operation gestalt of this invention in one. 

[Drawing 9] It is the outline cross section showing this soma forming cycle in the forming method 
of the instrument panel which has the air bag door section concerning the 2nd operation gestalt 
of this invention in one. 

[Drawing 10] It is the outline cross section showing the air bag door section forming cycle in the 
forming method of the instrument panel which has the air bag door section concerning the 3rd 
operation gestalt of this invention in one. 

[Drawing 1 1] It is the outline cross section showing this soma forming cycle in the forming 
method of the instrument panel which has the air bag door section concerning the 3rd operation 
gestalt of this invention in one. 

[Drawing 12] It is the outline cross section showing the air bag door section forming cycle in the 
forming method of the instrument panel which has the air bag door section concerning the 4th 
operation gestalt of this invention in one. 

[Drawing 13] It is the outline cross section showing this soma forming cycle in the forming 
method of the instrument panel which has the air bag door section concerning the 4th operation 
gestalt of this invention in one. 

[Drawing 14] It is the outline cross section showing the air bag door section forming cycle in the 
forming method of the instrument panel which has the air bag door section concerning the 5th 
operation gestalt of this invention in one. 

[Drawing 15] It is the outline cross section showing this soma forming cycle in the forming 
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method of the instrument panel which has the air bag door section concerning the 4th operation 

gestalt of this invention in one. 

[Description of Notations] 

10 Instrument Panel 

12 Air Bag Equipment 

20 Air Bag Door Section 

22 This Soma 

26 Resin Joint 

30 Punch (Mold Which Becomes Design Side) 
'32 Female Mold 
34 Cavity 
40 Slide Core 

40A The nose of cam of a slide core 
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* NOTICES * 

Japan Patent Office is not responsible for any 
damages caused by the use of this translation. 

IThis document has been translated by computer. So the translation may not reflect the original 
precisely. 

2.**** shows the word which can not be translated. 
3.1n the drawings, any words are not translated. 
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